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(54) Resin component welding structure 

(57) A welding structure for a fuel tank including a 
resin inner shell (12) and a resin outer shell (13) inter- 
posed by a fuel permeation prevention layer (14) such 
that they are laminated, and a resin component (1) at- 
tached to the fuel tank (11). The resin component (1) 
includes a body (1) formed from a resin having low per- 



meability to hydrocarbon gases, a packing material (7, 
7a) having low permeability to hydrocarbon gases which 
is fixed to the body (1), and a resin (10) which is insert 
molded to at least a connecting portion of the body (1) 
that connects with a connecting portion of the fuel tank 
(11), and which can be welded to the fuel tank (11). 
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Description 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 

[0001 ] The invention relates to a welding structure for 
a resin component which allows reliable attachment of 
the component to a fuel tank and also inhibits leakage 
of fuel, or the like, within the fuel tank. 

2. Description of Related Art 

[0002] There is great demand for improvement in the 
air tightness of fuel tank systems for fuel tanks, and in 
particular, for fuel tanks of automobiles, in order to sup- 
press emissions of hydrocarbon gases into the sur- 
rounding environment, at times of both running and 
stopping. In order to improve the sealing of the entire 
fuel tank system in this manner, a key problem which 
must be solved is reducing the amount of hydrocarbon 
gases that leaks from the fuel tank itself, as well as from 
each component part attached directly or indirectly to 
the fuel tank, or in other words, from the points, and so 
forth, to which, for example, a connecting pipe, a valve 
member, a pump or a filter are attached. 
[0003] Furthermore, in order to bring about both 
weight reduction and cost reduction of automobiles, 
plasticization of fuel tanks has been promoted. At 
present, fuel tanks made from a high-density polyethyl- 
ene resin that offers good corrosion prevention and is 
light weight have become mainstream. Moreover, in line 
with this, endeavors have also been made to plasticize 
each component attached directly and indirectly to the 
fuel tank. As a result, in order to make attachment to the 
fuel tank easy, the same resin material has been utilized 
in the attachment portion of each component and the 
fuel tank, and a method for connecting them using ther- 
mal welding has been adopted. 

[0004] In light of these circumstances, the compo- 
nents described hereinafter are commonly used for fuel 
tanks and resin components attached to fuel tanks. 
[0005] In order to achieve fuel tank weight reduction, 
the fuel tank is integrally molded by blow molding with 
resin. High density polyethylene resin (HDPE) is utilized 
since it is suitable for blow molding and offers excellent 
affordability and shock resistance. However, this high 
density polyethylene resin is known to permeate small 
amounts of hydrocarbon gases. Even though this per- 
meation is limited, some sort of countermeasure to ad- 
dress it is desirable in order to respond to rising con- 
cerns regarding recent environmental pollution issues. 
The laminated structure of the fuel tank wall shown in 
FIG. 12 has been proposed as a countermeasure. 
[0006] In the figure, a fuel tank a is composed from a 
five layer structure that fundamentally includes a three 
layer structure having an inner shell b forming an inside 
portion of the tank, an outer shell c forming an outer por- 
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tion of the tank, and a barrier layer d interposed between 
the shells b and c which prevents permeation of hydro- 
carbon gases. Bonding layers e, e are sandwiched be- 
tween the barrier layer d and both of the shells b and c, 
s respectively, in order to facilitate even stronger bonding 
of the respective resins. 

[0007] More particularly, the inner shell b and the out- 
er shell c use known high density polyethylene resin, 
and the bonding layers e, e use a highly advanced mod- 

10 rfjed high density polyethylene resin having adhesive 
properties (this resin has adhesive properties and per- 
meates hydrocarbon gases). The barrier layer d adopts 
a resin that prevents permeation by hydrocarbon gases, 
such as EVOH resin (EVAL) made by Kuraray Co., Ltd. 

15 Hydrocarbon gas emissions are suppressed very well 
using fuel tanks of this type. 

[0008] A valve, intended as a part to be attached to a 
fuel tank, which is light and can be attached to the fuel 
tank and which reduces leakage of fuel, is disclosed in 
20 Japanese Patent Laid-Open Publication No. 1 0-71 861 . 
This valve is shown in FIG. 13. This invention relates to 
a fuel leakage prevention valve for preventing leakage 
of fuel from a fuel tank, which occurs when an automo- 
bile turns over, or such like. 
25 [0009] In this invention, a resin part p includes a valve 
cylinder portion q and an attachment portion r, these 
members being formed, respectively, from different ma- 
terials. The valve cylinder portion q is formed from a 
polyacetal resin possessing great rigidity and capable 
30 of being formed with high dimensional accuracy, and in- 
cludes a disk portion h which is integrally insert molded 
with an attachment portion r, and a valve cylinder g 
housing a fuel leakage prevention valve f. The attach- 
ment portion r is formed from the same high density pol- 
35 yethylene resin material as the fuel tank a, and has a 
flange j formed in an abutting portion which abuts 
against the fuel tank a. Furthermore, a pipe portion k 
connecting with a connection pipe m is formed on an 
opposite side of the attachment portion r to the flange j. 
In addition, a resin component p is composed from the 
valve cylinder portion q and the attachment portion r 
which are integrally formed by placing the disk portion 
h of the valve cylinder portion q in the die, and insert 
molding the attachment portion. The integrally formed 
valve cylinder portion q and the attachment portion r are 
strongly fixed by thermal welding an upper surface of 
the fuel tank a and a lower surface of the flange j of the 
attachment portion r, when the valve cylinder g is insert- 
ed in an open portion i of the fuel tank a. 
[0010] However, as a result of the valve cylinder por- 
tion q and the attachment portion r being formed from 
different resins, even if both the valve cylinder portion q 
and the attachment portion r are integrally molded, there 
is a chance that a gap will emerge between the valve 
cylinder portion q and the attachment portion r due to 
vibrations caused by use, contractions due to tempera- 
ture variation, deterioration with time, or the like, during 
usage after molding. In theory, the valve should function 



EP1 415 842 A1 



45 



50 



2 



3 



EP 1 415 842 A1 



4 



so as to prevent leakage of fuel from the tank, when the 
car turns over, or the like. However, if a gap is generated, 
fuel may leak at such times. 

[0011] As well as this, since the attachment portion r 
is formed from the same high density polyethylene resin 5 
material as the fuel tank a, hydrocarbon gases can per- 
meate through the attachment portion and are released 
to the outside. 

[0012] Moreover, in Japanese Patent Laid-open No. 
HEI. 6-270701 a resin component, namely, a connection 10 
pipe, is disclosed. This connection pipe, as shown in 
FIG. 14, is formed from a first member s made from a 
polyamide resin, and a second member t made from a 
modified high density polyethylene resin. As a result of 
forming the second member t from the modified high 15 
density polyethylene resin, a flexible pipe is provided, 
and as well as this, attachment to the fuel tank can be 
executed with greater ease. Furthermore, since the sec- 
ond member t possesses cohesive properties, connec- 
tion with the connecting portion w of the first member s 20 
is improved. 

[0013] However, according to this structure, the sec- 
ond member t is formed from high density polyethylene 
resin. As a result, hydrocarbon gases permeate through 
the second member t and are released to the outside. 25 

SUMMARY OF THE INVENTION 

[001 4] It is an object of the invention to provide a weld- 
ing structure for a resin component which inhibits leak- 
age of fuel and hydrocarbon gases from the resin com- 
ponent connected to a fuel tank. 
[0015] In order to achieve the above object, a welding 
structure according to a first aspect of the invention is 
structured such that, a fuel tank having a resin inner 
shell and a resin outer shell which are interposed by a 
fuel permeation prevention layer so as to be laminated, 
is welded to a resin component for attachment to the 
fuel tank. The resin component includes a body formed 
of a resin having low permeability to hydrocarbon gases, 
a packing material having low permeability to hydrocar- 
bon gases which is fixed to the body, and a resin which 
is insert molded to at least a connecting portion of the 
body which connects with a connecting portion of the 
tank, and which is weldable to the fuel tank. 
[001 6] According to the first aspect, the fuel tank and 
the resin component are firmly fixed. Furthermore, leak- 
age of fuel and permeation of hydrocarbon gases is re- 
duced. 

[0017] According to the first aspect, the packing ma- 
terial may be fixed by locking rings formed from the 
same resin as the insert molded resin. If such a structure 
is adopted, the seal of the layer interface of the body of 
the resin component and the insert molded resin is im- 
proved. As a result, for example, even if the interface 
connection of the elements to the upstream side of the 
packing material is inadequate (for example, the inter- 
face of the flange and the resin), or there is separation 



due to deterioration over time, and thus fuel leakage 
may potentially occur, fuel is reliably inhibited from leak- 
ing to the downstream side of the packing material be- 
cause of the location of the packing material. 
[0018] Moreover, a plurality of packing materials may 
be provided, thus making it possible to prohibit leakage 
of fuel with even greater reliability. 
[0019] In addition, according to the first aspect, a con- 
cave and recess portion may be provided on a surface 
of the connecting portion side of the body that connects 
with the fuel tank, and the packing material may be pro- 
vided in the recess portion. If such a structure is adopt- 
ed, it is possible to inhibit leakage of fuel with even great- 
er reliability due to the combined effect of the packing 
material and the concave and recess portion. 
[0020] In a welding structure according to a second 
aspect of the invention, a fuel tank having a resin inner 
shell and a resin outer shell which are interposed by a 
fuel permeation prevention layer such that they are lam- 
inated, is welded to a resin component for attachment 
to the fuel tank. The resin component includes a body 
formed of a resin having low permeability to hydrocar- 
bon gases, a protruding portion formed in a surface of 
a connecting portion side of the body that connects with 
the fuel tank and which penetrates Into the outer shell 
of the fuel tank during attachment to the fuel tank, and 
a resin which is insert molded to at least a connecting 
portion of the body that connects with a connecting por- 
tion of the tank, and which is moldable to the fuel tank. 
[0021] According to the second aspect, the fuel tank 
and the resin component are firmly fixed. Furthermore, 
leakage of fuel and permeation of hydrocarbon gases is 
reduced, and the size of a connecting surface between 
the fuel tank and the resin component is reduced. As a 
result, weigh reduction is achieved and production costs 
are reduced. 

[0022] Furthermore, according to the second aspect, 
the protruding portion may penetrate into a bonding lay- 
er laminated on the upper surface of the fuel permeation 
prevention layer. In addition, if this structure is adopted, 
the protruding portion bonds with a bonding layer, thus 
preventing separation of the layer interfaces at this lo- 
cation. As a result, permeation of hydrocarbon gases is 
reduced and furthermore, leakage of fuel is reliably in- 
hibited. 

[0023] Moreover, according to the second aspect, the 
protruding portions may be inserted as far as the fuel 
permeation prevention layer. If this structure is adopted, 
the protruding portions extend as far as a barrier layer, 
and thus both fuel leakage due to layer interface sepa- 
ration, and permeation of hydrocarbon gases are inhib- 
ited. 

[0024] Furthermore, the second aspect may include 
the packing material having low permeability to hydro- 
carbon gases which is fixed to the body. Accordingly, 
permeation of hydrocarbon gases is reduced, the area 
of the connecting surface of the fuel tank and the resin 
component is reduced, and as a result it is possible to 
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reduce production costs and achieve weight reduction. 
[0025] According to the second aspect, the packing 
material may be fixed by locking rings formed from the 
same resin as the insert molded resin. If this packing 
material is adopted, the seal of the interface between s 
the body of the component and the insert molded resin 
is improved. As a result, even if the interface connection 
of the elements to the upstream side of the packing ma- 
terial is inadequate (for example, the interface of the 
flange and the resin), or there is separation due to de- 10 
terioration over time, and thus fuel leakage may poten- 
tially occur, fuel is reliably inhibited from leaking to the 
downstream side of the packing material. Furthermore, 
it is also possible to inhibit permeation of hydrocarbon 
gases. 15 



a plurality of protruding portions penetrate as far as 
a fuel permeation prevention layer; 
FIG. 1 1 is a cross sectional view showing the com- 
ponent for attachment to a fuel tank, in a state where 
the component has been thermal bonded to the fuel 
tank, according to yet another embodiment of the 
invention; 

FIG. 12 is an enlarged cross sectional view of one 
part of the fuel tank; 

FIG. 13 is a cross sectional view of a conventional 
fuel tan k and a component for attachment to the fuel 
tank; 

FIG. 14 is a cross sectional view of a conventional 
fuel tank and another component for attachment to 
the fuel tank. 



BRIEF DESCRIPTION OF THE DRAWINGS 
[0026] 

FIG. 1 is a cross sectional view showing a body of 
a component for attachment to a fuel tank to which 
low permeability packing material has been at- 
tached, according to a first embodiment of the in- 
vention; 

FIG. 2 is a cross sectional view showing the com- 
ponent in a state where a locking ring fixes the low 
permeability packing material; 
FIG. 3 is a cross sectional view showing the com- 
ponent in a state following insert molding using the 
same material as the fuel tank; 
FIG. 4 is a cross sectional view showing the com- 
ponent for attachment to the fuel tank (the same 
component as in FIG. 3) in a state where it has been 
thermal welded to the fuel tank, according to the first 
embodiment of the invention; 
FIG. 5 is an enlarged cross sectional view of one 
part of the component showing a diagrammatic 
sketch of the flows of fuel and hydrocarbon gases; 
FIG. 6 is a cross sectional view showing a modified 40 
form of the embodiment in FIG. 4, in a state where 
a plurality of low permeability packing materials 
have been attached; 

FIG. 7 is a cross sectional view showing a further 
modified form of the embodiment in FIG. 4, in a state 45 
where a concave and recess portion has been pro- 
vided in a side portion of the body of the component; 
FIG. 8 is a cross sectional view showing a compo- 
nent for attachment to a fuel tank, in a state where 
the component has been thermal bonded to the fuel so 
tank, according to another embodiment of the in- 
vention; 

FIG. 9 is a cross sectional view of a modified form 
of the embodiment in FIG. 8, in a state where a pro- 
truding portion penetrates as far as a fuel permea- 55 
tion prevention layer; 

FIG. 1 0 is a cross sectional view of another modified 
form of the embodiment in FIG. 8, in a state where 



DETAILED DESCRIPTION OF PREFERRED 
EMBODIMENTS 

[0027] FIG. 1 to FIG. 7 show a welding structure for a 
resin component according to a first embodiment of the 
invention. FIG. 1 is a cross sectional view showing a 
body of the component for attachment to a fuel tank in 
a state where low permeability packing material has 
been attached. FIG. 2 is a cross sectional view showing 
the component in a state where a locking ring fixes the 
low permeability packing material. FIG. 3 is a cross sec- 
tional view showing the component in a state following 
insert molding using the same material as the fuel tank. 
FIG. 4 is a cross sectional view showing the component 
in a state where it has been thermal welded to the fuel 
tank. FIG. 5 is an enlarged cross sectional view of one 
part of the component in FIG. 4 showing a diagrammatic 
sketch of the flows of fuel and hydrocarbon gases. FIG. 
6 is a cross sectional view showing the component in a 
state where a plurality of low permeability packing ma- 
terials have been attached. FIG. 7 is a cross sectional 
view of the component in a state where a concave and 
recess portion has been provided in a side portion of the 
body of the resin component. 

[0028] The resin component according to the inven- 
tion, is a component for attachment to a fuel tank, such 
as, for example, a connection pipe, or a case member 
housing a valve member, a pump, a filter, and the like. 
This resin component includes, if it is the connecting 
pipe, the entire attachment portion of the pipe portion 
and the fuel tank; and in the case that the resin part is 
the case member housing the valve member, the pump , 
the filter, and the like, it includes the attachment portion 
of the pipe portion, the fuel tank, and the case member 
housing the valve member, the pump, the filter, and the 
like. 

[0029] FIG. 1 to FIG. 4 show an outline of the proce- 
dure (order) for attaching the body of the resin compo- 
nent to the fuel tank. As shown in FIG. 1 to FIG. 4, a 
body 1 is integrally formed. The body 1 is formed from 
a material which is not easily permeated by hydrocar- 
bons such as polyamide (PA), polyphenylene sulfide 
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(PPS), poly buthylene terephthalete (PBT), polyacetal 
(POM), or the like. This body 1 has, in all of the embod- 
iments, a cylinder portion capable of housing and locat- 
ing the valve body member, the pump, the filter, and the 
like. However, the body 1 , may simply be a member like 
a connecting pipe which does not have a cylinder por- 
tion. 

[0030] The body 1 is integrally formed from a pipe por- 
tion 2 connected to a connecting pipe, not shown, at a 
tip 2a of the pipe portion 2, a flange 3 having a welding 
portion for welding to the fuel tank at a lower surface of 
the body 1 , and a cylindrical portion 4 disposed vertically 
from a center of a lower surface of the flange 3 which 
houses and locates members such as the valve member 
being a fuel tank cut valve, or the like, the pump, and 
the filter body. Furthermore, a ring shaped outer rib 5 
and a ring shaped inside rib 6 are vertically formed in 
the lower surface of the flange 3. The outer rib 5 and the 
inside rib 6 form a ring shaped concave and recess por- 
tion 8 in the lower surface of the flange 3. The outer rib 
5 and the inside rib 6 are beneficial for effective joining 
of attached packing material and the insert molded resin 
and the flange 3. 

[0031] In addition, a packing material 7 being an O 
ring, or the like, is wedged next to an outer side of the 
inside rib 6 provided in the lower surface of the flange 
3. This packing material 7 is formed from a material, for 
example, fluororubber, which is not easily permeated by 
hydrocarbon gases, and is attached by press fitting to 
the tower surface of the flange 3 and a side face of the 
inside rib 6, thus creating a seal and reliably preventing 
fuel leakage. Furthermore, the outer rib 5 and the inside 
rib 6 are not indispensable elements of the structure. In 
the case that the outer rib 5 and the inside rib 6 are not 
formed, a means for provisionally holding the packing 
material 7, such as, for example, a means using adhe- 
sive material, can be used. Moreover, if a recess shape 
matching with the external shape of the packing material 
7 is provided in the lower surface of the flange 3 and the 
side surface of the inside rib 6 which abut against the 
packing material 7, it is possible to improve the sealing 
effect still further. 

[0032] FIG. 2 shows the body 1 in the state shown in 
FIG. 1, to which a ring shaped locking ring 9 has been 
fixed by pressure fitting, in order to firmly fix the low per- 
meability packing material 7. The locking ring 9 is 
formed from the same high density polyethylene resin 
material as the fuel tank, and is integrated with insert 
molded resin by insert molding the high density polyeth- 
ylene resin to an outer peripheral portion of the locking 
ring 9. As a result, the packing material 7 is firmly and 
strongly fixed, without looseness, to the lower surface 
of the flange 3 by pressure fitting. 
[0033] FIG. 3 shows the body 1 in the state shown in 
FIG. 2, insert fitted with an insert molded resin 10 formed 
from the same high density polyethylene resin material 
as the fuel tank, around a top of an outer periphery of 
the body 1 . The insert molded resin 10 shown in FIG. 3 



is provided such that it extends around almost the entire 
circumference of the body 1 . However, the insert molded 
resin 1 0 may be provided such that it principally makes 
welding between the body 1 and the fuel tank easier. In 

5 other words, the insert molded resin 1 0 may be provided 
around the lower surface of the flange 3 only, or around 
only a welding portion 1 0a being a portion of the lower 
surface of the flange 3 which welds to a fuel tank 11 . 
Furthermore, in FIG. 3, the locking ring 9 is indicated by 

10 a dotted line. However, in reality there is no boundary 
between the locking ring 9 and the insert molded resin 
10, since they are integrated by insert molding of the 
insert molded resin 10. 

[0034] Next, FIG. 4 shows the body 1 formed in this 
is manner, in a state where it has been thermal bonded to 
the fuel tank 11 . The fuel tank 11 has a laminated struc- 
ture similarto the know fuel tankthat was previously de- 
scribed. Namely, the fuel tank 11 is fundamentally com- 
posed from a five layer structure including an inner shell 
20 1 2 forming an inside portion of the fuel tank 1 1 , an outer 
shell 13 forming an outer portion of the fuel tank 11 , a 
barrier layer 14 interposed between the shells 12 and 

13 which prevents permeation of hydrocarbon gases, 
an upper bonding layer 15a sandwiched between the 

25 inner shell 1 2 and the barrier layer 1 4, and a lower bond- 
ing layer 1 5b sandwiched between the outer shell 1 3 
and the barrier layer 1 4. 

[0035] More specifically, the inner shell 12 and the 
outer shell 1 3 are formed from a known high density pol- 

30 yethylene resin, and the upper bonding layer 15a and 
the lower bonding layer 15b are formed from a modified 
high density polyethylene resin having adhesive prop- 
erties which was developed by improvement of high 
density polyethylene resin (this resin has adhesive prop- 

35 erties and permeates hydrocarbon gases). In addition, 
the barrier layer 14 adopts a resin that prevents perme- 
ation by hydrocarbon gases, such as EVOH resin 
(EVAL) made by Kuraray Co., Ltd. Countermeasures for 
hydrocarbon gases proceed adequately using the fuel 

40 tank 11 configured in this manner. As shown in FIG. 5, 
the hydrocarbon gases within the fuel tank 11 permeate 
into the inner shell 1 2 of the fuel tank 1 1 in the direction 
indicated by a black arrow (7). However, the barrier layer 

1 4 inhibits permeation , and thus only negligible amounts 
45 of hydrocarbon gases are released to the outside in the 

direction indicated by a black arrow (8). 
[0036] The thermal welding of the fuel tank 1 1 and the 
body 1 shown in FIG. 3 is executed in the following man- 
ner. The cylindrical portion 4 of the body 1 is inserted 

so within an opening 1 7 provided on the fuel tank 11 such 
that a welding portion 1 6 of the fuel tank 1 1 and a weld- 
ing portion 1 6 of the body 1 are adjacent to each other. 
Next, a hot plate, not shown, is inserted between the 
welding portion 1 6 of the body 1 and the welding portion 

55 16 of the fuel tank 11 , thus heating both of the welding 
portions 16. When the welding portions 16 have been 
heated such that welding is possible, the hot plate is re- 
moved, and the body 1 is pressed onto the fuel tank 11 
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in order to weld and join both the body 1 and the fuel 
tank 1 1 . The dotted line of the welding portions 1 6 in 
FIG. 5, indicates the welding portion 10a of the fuel tank 
1 1 prior to welding (refer to FIG, 3). It goes without say- 
ing that this welding and joining may also be accom- 
plished using methods other than a hot plate, such as, 
for example, vibration welding or ultrasonic welding. 
[0037] It is possible to inhibit both fuel leakage and 
permeation of hydrocarbon gases by adopting this type 
of welding structure in the embodiment. A description 
will be given with reference to F!G. 5. 
[0038] The structure for inhibiting the release of hy- 
drocarbon gases within the fuel tank 11 via the wall of 
the fuel tank 11 has already been explained using the 
black arrows (7) and (8). Furthermore, the body 1 is 
formed from a resin having low permeability to hydro- 
carbon gases, and thus there is hardly any permeation 
and release of hydrocarbon gases through the body 1 . 
In addition, with regard to the welding of the body 1 and 
the fuel tank 1 1 , if, for example, the welding portion 1 0a 
of the body 1 and the fuel tank 11 use the same resin, 
the body 1 and the fuel tank 11 are such that they are 
almost completely integrated following welding thus pre- 
venting separation thereinafter. This inhibits fuel leak- 
age from these (welded) points. 
[0039] However, since the gap between the cylindrical 
portion 4 of the body 1 and the opening 17 of the fuel 
tank 1 1 is not sealed, fuel and hydrocarbons gases with- 
in the fuel tank 11 leak out from the opening 17 by the 
route indicated by black arrows (1 ) and (3), and are dis- 
charged into an upper space 30 which is the space 
above. In addition, hydrocarbon gases which have 
reached the upper space 30 by the route indicated by 
the black arrow (1), permeate through the body 1 and 
leak out by the route indicated by a black arrow (2). How- 
ever, since the body 1 is formed from low permeability 
resin as previously described, the amount of leakage by 
the route indicated by the black arrow (2) is negligible. 
It should be noted that, the black arrows and the white 
arrows shown in FIG. 5 are diagrammatic representa- 
tions indicating flows of hydrocarbon gases and fuel, re- 
spectively. 

[0040] However, since the body 1 and the insert mold- 
ed resin 1 0 are formed from different resins as described 
previously, even if, for example, both are firmly joined 
by insert molding, vibrations, differences in contraction 
rates when subjected to temperature variation, deterio- 
ration with time, or the like, can sometimes cause sep- 
aration of the body 1 and the insert molded resin 1 0. In 
this case, the fuel which leaks to the upper space 30 via 
the route indicated by the black arrow (3), flows in the 
direction indicated by a white arrow (4) through the por- 
tion of the body 1 and the insert molded resin 10 that 
has separated, and is released to the outside. However, 
by positioning the packing material 7 in this route and 
forming the concave and recess portion 8, it is possible 
to prevent leakage from the rear side of the packing ma- 
terial 7. However, since the insert molded resin 1 0 al- 



lows permeation by hydrocarbon gases as previously 
described, hydrocarbon gases leak out by permeating 
along the route indicated by a black arrow (5). In addi- 
tion, since the outer shell 13 of the fuel tank 11 also al- 
5 lows permeation by hydrocarbon gases, hydrocarbon 
gases leak out by permeating along the route indicated 
by the black arrow (6). However, the amount of such hy- 
drocarbon gases Is insignificant. 
[0041] FIG. 6 shows a modified form of the embodi- 

10 ment in FIG.4. The low permeability packing material 7 
has been attached, and, moreover, a plurality of packing 
materials 7a (in this embodiment only one packing ma- 
terial 7a is provided) composed from O rings are at- 
tached to the inside rib 6 of the lower surface of the 

15 flange 3. As a result of attaching these packing materials 
7 and 7a in combination with the concave and recess 
portion 8 on the lower surface of the flange 3, it is pos- 
sible to improve the sealing effect still further. 
[0042] FIG. 7 shows another modified form of the em- 

20 bodiment in FIG. 6, in which ring shaped rib 1 8 has been 
formed in a side wall portion of the pipe portion 2 of the 
body 1 . By providing the ring shaped rib 18 in the side 
wall portion of the pipe portion 2, the concave and re- 
cess portion 19 is formed in the side wall portion. Ac- 

25 cordingly, even if it is tentatively assumed that fuel leaks 
as far as the side wall portion of the pipe portion 2 along 
the route indicated by the white arrow (4) In FIG. 5, all 
leakage to the rear side from this position can be pre- 
vented by the concave and recess portion 19. 

30 [0043] FIG. 8 shows the welding structure of the resin 
component according to a second embodiment of the 
invention. This second embodiment replaces the pack- 
ing material adopted in the first embodiment shown in 
FIG. 4, with a protruding portion formed by modifying 

35 the inside rib, which performs the same functional role 
as the packing material. All other structural details are 
the same. 

[0044] The body 1 is formed from a material which is 
not easily permeated by hydrocarbons such as polya- 

40 mide (PA), polyphenylene sulfide (PPS), poly buthylene 
terephthalete (PBT), polyacetal (POM), or the like. The 
body 1 is integrally formed from the pipe portion 2 con- 
nected to the connecting pipe, not shown, at the tip 2a 
of the pipe portion 2, the flange 3 having a welding por- 

45 tion for welding to the fuel tank at the lower surface of 
the body 1 , and the cylindrical portion 4 disposed verti- 
cally from the center of the lower surface of the flange 
3 which houses and locates members such as the valve 
member being a fuel tank cut valve, or the like, the 

50 pump, and the filter body. 

[0045] The ring shaped outer rib 5 and ring shaped 
protruding portion 20 are formed vertically from the low- 
er surface of the flange 3, and thus the concave and 
recess portion 8 is formed by the outer rib 5 and the 

55 protruding portion 20 on the lower surface of the flange 
3. Furthermore, in contrast to the bottom surfaces of the 
outer rib 5 which is substantially flat, a tip 21 of the pro- 
truding portion 20 is pointed. The cross section of the 
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tip 21 assumes a wedge shape. Furthermore, the tip 21 
is insert molded such that it protrudes in an outward di- 
rection from the insert molded resin even after insert 
molding has been completed. The outer rib 5 and the 
protruding portion 20 are beneficial for effective joining 
of the insert molded resin and the flange 3. 
[0046] For example, the insert molded resin 10 
formed from the same high density polyethylene resin 
material as the fuel tank is provided using insert molding 
around the outer periphery of the body 1 . The insert 
molded resin 10 shown in FIG. 8 is provided such that 
it extends around almost the entire circumference of the 
body 1 . However, the insert molded resin 1 0 may be pro- 
vided around only the lower surface of the flange 3, or 
around only the welding portion 1 6 which is a portion of 
the lower surface of the flange 3, such that welding of 
the body 1 and the fuel tank is easier. 
[0047] The fuel tank 1 1 has the same laminated struc- 
ture as the first embodiment previously described. 
Namely, the fuel tank 11 is fundamentally composed 
from a five layer structure including the inner shell 12 
forming the inside portion of the fuel tank 11 , the outer 
shell 1 3 forming the outer portion of the fuel tank 1 1 , the 
barrier layer 14 interposed between the shells 12 and 
13 which prevents permeation of hydrocarbon gases, 
the upper bonding layer 15a sandwiched between the 
inner shell 12 and the barrier layer 14, and the lower 
bonding layer 15b sandwiched between the outer shell 
13 and the barrier layer 14. 

[0048] More specifically, the inner shell 12 and the 
outer shell 1 3 are formed from a known high density pol- 
yethylene resin, and the upper bonding layer 15a and 
the lower bonding layer 1 5b are formed from a modified 
high density polyethylene resin having adhesive prop- 
erties which was developed by improvement of high 
density polyethylene resin (this resin has adhesive prop- 
erties and permeates hydrocarbon gases). In addition, 
the barrier layer 1 4 adopts a resin that prevents perme- 
ation by hydrocarbon gases, such as EVOH resin 
(EVAL) made by Kuraray Co., Ltd. 
[0049] The welding of the fuel tank 1 1 and the body 1 
is executed in the following manner. The cylindrical por- 
tion 4 of the body 1 is inserted within the opening 17 
provided on the fuel tank 11 such that the welding por- 
tion 1 6 of the fuel tank 1 1 and the welding portion 1 6 of 
the body 1 are adjacent to each other. Next, the hot 
plate, not shown, is inserted between the welding por- 
tion 16 of the body 1 and the welding portion 16 of the 
fuel tank 11, thus heating both of the welding portions 
16. When the welding portions 16 have been heated 
such that welding is possible, the hot plate is removed, 
and the body 1 is pressed onto the fuel tank 11 in order 
to weld and join both the body 1 and the fuel tank 11. In 
this case, the tip 21 of the protruding portion 20 of the 
body 1 protrudes beyond the welding portion 16 in an 
outward direction. As a result, during welding with the 
fuel tank 11 , the tip 21 of the protruding portion 20 par- 
tially embeds within the outer shell 13 which composes 



an outer wall of the body 1 . It goes without saying that 
this welding and joining may also be accomplished us- 
ing methods other than a hot plate, such as, for example, 
vibration welding or ultrasonic welding. 
5 [0050] By adopting this type of welding structure in the 
second embodiment, even if the body 1 and the insert 
molded resin 10 separate due to vibrations, differences 
in contraction rates when subjected to temperature var- 
iation, deterioration with time, or the like, the tip 21 of 
10 the protruding portion 20 is partially embedded into the 
outer shell 13 of the fuel tank 11 as shown in FIG. 8. As 
a result, it is possible to reduce leakage of fuel from this 
area. In addition, even if it is tentatively assumed, for 
example, that the connection of the tip 21 of the protrud- 
es hg portion 20 and the outer shell 13 is inadequate, a 
substantial detour is formed by the protruding portion 
20, which also makes it possible to reduce fuel leakage. 
[0051 ] Moreover, with regard to the problem of hydro- 
carbon gas permeation, it is possible to completely pre- 
20 vent leakage of hydrocarbon gases by the route indicat- 
ed by the black arrow (5) in FIG. 5. In addition, it is also 
possible to prevent leakage of nearly all of hydrocarbon 
gases flowing within the outer shell 13 along the route 
indicated by the black arrow (6). Furthermore, the flows 
25 of other hydrocarbon gas are identical to those previ- 
ously described in the first embodiment. 
[0052] According to the structure of the second em- 
bodiment, the tip 21 of the protruding portion 20 is par- 
tially embedded within the outer shell 1 3 of the body 1 . 
30 However, in the case that either the connection of the 
tip 21 of the protruding portion 20 and the outer shell 13 
of the body 1 , or the molding of the body 1 and the insert 
molded resin 10 is inadequate, or in the case of sepa- 
ration, leakage of fuel from this area is conceivable. Fur- 
35 thermore, permeation of hydrocarbon gases along the 
route indicated by the black arrow (6) (the route through 
the outer shell 13 between the tip 21 of the protruding 
portion 20 and upper bonding layer 1 5a) is also possible. 
[0053] This fuel leakage can be prevented by length- 
40 ening the tip 21 of the protruding portion 20 such that it 
embeds as far as the upper bonding layer 15a. As a re- 
sult, the tip 21 connects with the upper bonding layer 
15a, which thus dramatically reduces the possibility of 
inadequate connection of the tip 21 or separation. How- 
45 ever, since the upper bonding layer 1 5a is formed from 
modified high density polyethylene resin which perme- 
ates hydrocarbon gases, as previously described, an 
extremely small amount of hydrocarbon gases can per- 
meate out via the upper bonding layer 1 5a between the 
50 upper surface of the barrier layer 14 and the tip 21 of 
the protruding portion 20, along the route shown by the 
black arrow (6). 

[0054] FIG. 9 is a modified form of the embodiment 
shown in FIG. 8, in which the tip 21 of the protruding 
55 portion 20 is lengthened such that it passes through the 
upper bonding layer 15a and reaches the barrier layer 
14. By adopting this structure, it is possible to reduce 
still further the amount of hydrocarbon gases which per- 
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meate out through the upper bonding layer 1 5a between 
the tip 21 of the protruding portion 20 and the barrier 
layer 14. The barrier layer 1 4 is formed from resin which 
does not permeate hydrocarbon gases and the tip 21 
passes through the upper bonding layer 15a and pene- 
trates as far as the barrier layer 14, such that the portion 
of the protruding portion 20 passing through the upper 
bonding layer 15a is firmly in connection with the upper 
bonding layer 15a. As a result, it is possible to signifi- 
cantly reduce fuel leakage. 

[0055] FIG. 1 0 shows a modified form of the embod- 
iment shown in FIG. 9, in which a plurality of protruding 
portions 20 which extend so as to reach the barrier layer 
14 are provided. In this embodiment, two protruding por- 
tions 20 are formed. By adopting this structure, it is pos- 
sible to reduce leakage of both fuel and hydrocarbon 
gases even further still. 

[0056] FIG. 11 shows a welding structure for a resin 
component according to a third embodiment of the in- 
vention. The third embodiment adopts in tandem both 
the packing material, and the like, that characterizes the 
first embodiment, and the protruding portion that char- 
acterizes the second embodiment. The other structural 
details of the third embodiment are the same as either 
one of the first embodiment or the second embodiment. 
[0057] The body 1 is formed from a material which is 
not easily permeated by hydrocarbons such as polya- 
mide (PA), polyphenylene sulfide (PPS), poly buthylene 
terephthalete (PBT), pofyacetal (POM), or the like. The 
body 1 is integrally formed from the pipe portion 2 con- 
nected to the connecting pipe, not shown, at the tip 2a 
of the pipe portion 2, the flange 3 having the welding 
portion for welding to the fuel tank at the lower surface 
of the body 1 , and the cylindrical portion 4 disposed ver- 
tically from the center of the lower surface of the flange 
3 which houses and locates members such as the valve 
member being a fuel tank cut valve, or the like, the 
pump, and the filter body. 

[0058] The rib 18 is formed in the side wall portion of 
the pipe portion 2, thus forming the concave and recess 
portion 19 in the side wall portion. In addition, the ring 
shaped outer rib 5 and the ring shaped protruding por- 
tion 20 are formed vertically from the lower surface of 
the flange 3, thus forming the concave and recess por- 
tion 8. Furthermore, in contrast to the bottom surface of 
the outer rib 5 that is substantially flat, the tip 21 of the 
protruding portion 20 is pointed. The cross section of the 
tip 21 assumes a wedge shape. Furthermore, the tip 21 
is insert molded such that it protrudes in an outward di- 
rection from the insert molded resin even after insert 
molding has been completed. The outer rib 5 and the 
protruding portion 20 are beneficial for effective attach- 
ment of the packing material, and joining of the insert 
molded resin and the flange 3. 

[0059] For example, the insert molded resin 10 
formed from the same high density polyethylene resin 
material as the fuel tank is provided using insert molding 
around the outer periphery of the body 1 . However, the 



insert molded resin 1 0 may be provided around only the 
lower surface of the flange 3, or around only the welding 
portions 1 6 which is one portion of the lower surface of 
the flange 3, such that welding of the body 1 and the fuel 

5 tank is easier. 

[0060] The fuel tank 1 1 has the same laminated struc- 
ture as the first embodiment previously described. 
Namely, the fuel tank 11 is fundamentally composed 
from a five layer structure including the inner shell 12 

10 forming the inside portion of the fuel tank 11 , the outer 
shell 1 3 forming the outer portion of the fuel tank 1 1 , the 
barrier layer 14 interposed between the shells 12 and 
13 which prevents permeation of hydrocarbon gases, 
the upper bonding layer 15a sandwiched between the 

15 inner shell 12 and the barrier layer 14 and the lower 
bonding layer 15b sandwiched between the outer shell 
13 and the barrier layer 14. 

[0061] More specifically, the inner shell 12 and the 
outer shell 13 are formed from a known high density pol- 

20 yethylene resin, and the upper bonding layer 15a and 
the lower bonding layer 15b are formed from a modified 
high density polyethylene resin having adhesive prop- 
erties which was developed by improvement of high 
density polyethylene resin (this resin has adhesive prop- 

25 erties and permeates hydrocarbon gases). In addition, 
the barrier layer 14 adopts a resin that prevents perme- 
ation by hydrocarbon gases, such as EVOH resin 
(EVAL) made by Kuraray Co., Ltd. 
[0062] The welding of the fuel tank 11 and the body 1 

30 is executed in the following manner. The cylindrical por- 
tion 4 of the body 1 is inserted within the opening 17 
provided on the fuel tank 11 such that the welding por- 
tion 16 of the fuel tank 11 and the welding portion 16 of 
the body 1 are adjacent to each other. Next, the hot 

35 plate, not shown, is inserted between the welding por- 
tion 1 6 of the body 1 and the welding portion 1 6 of the 
fuel tank 11 , thus heating both of the welding portions 
16. When the welding portions 16 have been heated 
such that welding is possible, the hot plate is removed, 

40 and the body 1 is pressed onto the fuel tank 11 in order 
to weld and join both the body 1 and the fuel tank 1 1 . In 
this case, the tip 21 of the protruding portion 20 of the 
body 1 protrudes beyond the welding portions 1 6 in an 
outward direction. As a result, during welding with the 

45 fuel tank 1 1 , the tip 21 of the protruding portion 20 pass- 
es through the outer shell 1 3 and the upper bonding lay- 
er 1 5a composing the outer wall of the body 1 and em- 
beds within the barrier layer 14. It goes without saying 
that this welding and joining may also be accomplished 

50 using methods other than a hot plate, such as, for ex- 
ample, vibration welding or ultrasonic welding. 
[0063] By adopting this type of welding structure in the 
third embodiment, even if the body 1 and the insert 
molded resin 1 0 separate due to vibrations, differences 

55 in contraction rates when subjected to temperature var- 
iation, deterioration with time, or the like, the tip 21 of 
the protruding portion 20 is embedded into the barrier 
layer 1 4 of the fuel tank 1 1 as shown in FIG. 1 1 . Further- 



8 



15 



EP 1 415 842 A1 



16 



more, the protruding portion 20 and the upper bonding 
layer 15a are firmly in connection, the concave and re- 
cess portion 19 is provided in the side wall portion, and 
the concave and recess portion 8 is provided in the lower 
surface. As a result of this, it is possible to reliably pre- 
vent the leakage of fuel. 

[0064] Moreover, with regard to the problem of hydro- 
carbon gas permeation, the tip 21 of the protruding por- 
tion 20 passes through the upper bonding layer 1 5a and 
extends so as to reach the barrier layer 1 4. This makes 
it possible to reliably prevent leakage of hydrocarbon 
gases from the outer shell 1 3 of the fuel tank 1 1 and the 
upper bonding layer 1 5a. 

[0065] The third embodiment is not, however, limited 
to the structure of the form described above. It is of 
course possible to undertake any suitable design mod- 
ifications that remain within the scope of the spirit of the 
invention. 

[0066] The welding structure of this embodiment in- 
cludes the body formed from resin having low permea- 
bility to hydrocarbons, the packing material attached to 
the body also having low permeability to hydrocarbons, 
and the resin which is insert molded to at least a con- 
necting portion of the body that connects with a connect- 
ing portion of the tank, and which is moldable to the fuel 
tank. As a result of this structure, the thermal welding of 
the body and the tank can be easily and reliably execut- 
ed. 

[0067] Furthermore, it is possible to reliably reduce 
permeation of hydrocarbon gases, by integrating the at- 
tachment portion and the valve cylinder portion using a 
resin having low permeability to hydrocarbon gases. 
Conventionally this was not possible since the compo- 
nent and fuel tank were made of different materials. 
Moreover, by providing packing material at the interface 
of the body and the insert molded resin, it is possible to 
reliably reduce leakage of fuel. 

[0068] Moreover, as a result of both the adoption of 
packing material having the locking ring formed from the 
same resin as the insert molded resin, and provision of 
the plurality of packing materials, there is a strong con- 
nection interface between the body of the resin compo- 
nent and the insert molded resin. Accordingly, even if 
the interface connection of the elements to the upstream 
sideofthe packing materials is inadequate (for example, 
the interface of the flange and the resin), or there is sep- 
aration due to deterioration over time, and thus fuel leak- 
age may potentially occur, fuel is reliably prevented from 
leaking to the outside because it is reliably blocked by 
the locating of one or more packing materials. 
[0069] in addition, leakage of fuel to the outside can 
also reliably be inhibited by the provision of a concave 
and recess portion in the body and also in the surface 
of the connecting portion side of the body that connects 
with the fuel tank. 

[0070] Moreover, one of the other embodiments, in- 
cludes the body formed of resin having low permeability 
to hydrocarbons, the protruding portions, formed in the 



surface of the connecting portion side of the body that 
connects with the fuel tank, which penetrate into the out- 
er shell of the fuel tank during attachment to the fuel 
tank, and the resin which is insert molded to at least a 

5 connecting portion of the body that connects with a con- 
necting portion of the tank, and which is weldable to the 
fuel tank. As a result the thermal welding of the body 
and the fuel tank can be executed with ease and relia- 
bility. Accordingly, it is possible to reduce production 

10 costs since the size of the connecting surface area can 
be reduced. 

[0071] Furthermore, it is possible to reliably reduce 
permeation of hydrocarbon gases, by integrating the at- 
tachment portion and the valve cylinder portion using a 

is resin having low permeability to hydrocarbon gases. 
Conventionally this was not possible since the compo- 
nent and fuel tank were made of different materials. 
Moreover, fuel leakage can also be reliably reduced by 
provision of the protruding portions in the body. As a re- 

20 suit, it is possible to reduce production costs still further, 
since it is not even necessary to utilize separate mem- 
bers such as the packing materials. 
[0072] Moreover, by penetrating the protruding por- 
tions as far as the connecting layer laminated on the top 

25 surface of the fuel permeation prevention layer, or still 
further, penetrating the protruding portion as far as the 
fuel permeation prevention layer itself, it is possible to 
inhibit fuel leakage caused by layer interface separation 
and permeation of hydrocarbon gas even more reliably. 

30 [0073] Furthermore, the packing material having low 
permeability to hydrocarbon gases may be provided by 
being fixed to the body such that the packing material is 
interposed between the body and the insert molded res- 
in. By fixing this packing material with the locking ring 

35 formed from the same resin as the insert molded resin, 
the seal of the interface between the body of the com- 
ponent and the insert molded resin is improved. As a 
result, even if the interface connection of the elements 
to the upstream side of the packing material is inade- 

40 quate (for example, the interface of the flange and the 
resin), or there is separation due to deterioration over 
time, and thus fuel leakage may potentially occur, fuel 
is reliably inhibited from leaking to the downstream side 
of the packing material because fuel leakage is reliably 

45 inhibited by the location of the packing material. 

[0074] Moreover, the protruding portions may be pen- 
etrated as far as the fuel permeation prevention layer, 
and in this case, fuel leakage due to layer interface sep- 
aration, and furthermore, permeation of hydrocarbon 

50 gases, is inhibited. 



Claims 

55 1 . a welding structure for welding a fuel tank (11) in- 
cluding a resin inner shell (12) and a resin outer 
shell (13) interposed by a fuel permeation preven- 
tion layer (14) such that they are laminated and res- 



9 



EP 1 415 842 A1 18 

the protruding portion (20) penetrates as far as the 
bonding layer (15a). 

8. The welding structure according to claim 6, char- 
s acterized in that the protruding portion (20) is 
formed such that the protruding portion (20) pene- 
trates as far as the fuel permeation prevention layer 
(14). 

10 9. The welding structure according to any one of 
claims 6 to 8, further comprising a packing material 
(7, 7a) having low permeability to hydrocarbon gas- 
es and being fixed to the body (1) such that the 
packing material (7, 7a) is interposed between the 
15 body (1 ) of the resin component and the insert mold- 
ed resin (10). 



17 

in components (1 ) attached to the fuel tank (1 1 ), the 
welding structure characterized in that the resin 
components (11) includes a body (1) formed of a 
resin having low permeability to hydrocarbon gas- 
es, a resin (1 0) which is insert molded to at least a 
connecting portion of the body (1) that connects 
with a connecting portion of the tank (11), and which 
is weldableto the fuel tank (11), and a packing ma- 
terial (7, 7a) having low permeability to hydrocarbon 
gases which is fixed to the body (1) such that the 
packing material (7, 7a) is interposed between the 
body (1) and the insert molded resin (10). 

2. The welding structure according to claim 1 charac- 
terized in that the packing material (7, 7a) is fixed 
by a locking ring (9) formed from the same material 
as the insert molded resin (10). 

3. The welding structure according to claim 1 or 2, 
characterized in that a plurality of packing materi- 
als (7, 7a) are provided in a plurality of locations. 

4. The welding structure according to any one of 
claims 1 to 3, characterized in that the body (1) of 
the resin component has a concave and recess por- 
tion (8, 19). 

5. The welding structure according to claim 4, char- 
acterized in that the concave and recess portion 
(8, 19) is provided on the surface of a connecting 
portion side of the body that connects with the fuel 
tank (11), and the packing material (7, 7a) is provid- 
ed in the recess portion. 

6. A welding structure for welding a fuel tank (1 1 ) in- 
cluding a resin inner shell (12) and a resin outer 
shell (13) interposed by a fuel permeation preven- 
tion layer (14) such that they are laminated and res- 
in components (1 ) attached to the fuel tank (1 1 ), the 
structure characterized in that the resin compo- 
nents (1 ) include a body (1 ) formed of a resin having 
low permeability to hydrocarbon gases, a protrud- 
ing portion (20) provided in the surface of a connect- 
ing portion side of the body (1 ) which connects with 
the fuel tank (11), which is penetrated in the outer 
shell (13) of the fuel tank (11) when the body (1) is 
attached to the fuel tank (11), and a resin (1 0) which 
is insert molded to at least the connecting portion 
of the body (1 ) that connects with a connecting por- 
tion of the tank (11), and which is weldable to the 
fuel tank (11). 

7. The welding structure according to claim 6, char- 
acterized in that the fuel tank (1 1 ) includes a bond- 
ing layer (15a) interposed between the resin outer 
shell (13) and the fuel permeation prevention layer 
(14). 

the protruding portion (20) is formed such that 



10. The welding structure according to claim 9, char- 
acterized in that the packing material (7, 7a) is 
fixed using a locking ring (9) formed from the same 
resin as the insert molded resin (10). 



Amended claims in accordance with Rule 86(2) EPC. 
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1. A welding structure for welding a fuel tank (11) 
including a resin inner shell (12) and a resin outer 
shell (13) interposed by a fuel permeation preven- 
tion layer (14) such that they are laminated, and res- 

30 jn components (1) attached to the fuel tank (11), 
wherein the resin components (1) include a body 
(1) which is formed of a resin having low permea- 
bility to hydrocarbon gases and which has a con- 
necting portion (3) for connecting with a connecting 

35 portion (16) of the fuel tank (11), a resin (10) which 
is insert molded to at least the connecting portion 
(3) of the body (1 ) and which is weldable to the fuel 
tank (11), and a packing material (7, 7a) having low 
permeability to hydrocarbon gases which is fixed to 

40 the body (1), characterized in that 

the insert molded resin (10) is provided such 
that it extends around the connecting portion (3) of 
the body (1 ) to thereby form a welding portion 1 0a) 
positioned between the connecting portion (3) of the 

45 body (1) and the connecting portion (1 6) of the fuel 
tank (11), and to interpose the packing material (7, 
7a) between the connecting portion (3) of the body 
(1 ) and the welding portion (1 0a) of the insert mold- 
ed resin (10). 

50 

6. A welding structure for welding a fuel tank (11) 
including a resin inner shell (12) and a resin outer 
shell (13) interposed by a fuel permeation preven- 
tion layer (1 4) such that they are laminated, and res- 
55 in components (1) attached to the fuel tank (11), 
wherein the resin components (1) include a body 
(1 ) which is formed of a resin having low permea- 
bility to hydrocarbon gases and which has a con- 
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necting portion (3) for connecting with a connecting 
portion (16) of the fuel tank (11), and a resin (10) 
which is insert molded to at least the connecting 
portion (3) of the body (1 ) and which is weldable to 
the fuel tank (11), characterized in that 5 

the insert molded resin (10) is provided such 
that it extends around the connecting portion (3) of 
the body (1 ) to thereby form a welding portion (1 0a) 
positioned between the connecting portion (3) of the 
body (1 ) and the connecting portion (1 6) of the fuel 10 
tank (11), 

a protruding portion (20) is provided in the sur- 
face of the connecting portion side of the body (1) 
which connects with the fuel tank (1 1 ), so as to pro- 
trude from the insert molded resin (1 0) to penetrate is 
in the outer shell (13) of the fuel tank (11) when the 
body (1) is attached to the fuel tank (11). 
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